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Description 



SYSTEM AND METHOD FOR 
PRODUCTION OF EXACT WEIGHT 
GROUND MEAT 

Background of Invention 

[0001] The production of ground meat is currently accomplished 
with a net weight system. A net weight system is where 
the ground meat product is produced at a target weight 
that deviates based on the limitations found in the current 
processes and equipment. A catch weight is calculated by 
weighing the package and printing a label on top of the 
package that indicates the weight of the ground meat that 
is actually in the package. Therefore, each package can 
weigh a different amount and the pricing label is calcu- 
lated by the price per weight. This variability in each 
package produced creates problems such as the need for 
individualized packaging, the amount of ground meat 
product that needs to be kept in inventory and the ability 
to market a consistent quantity of product to the con- 



sumer. 

[0002] A n exact weight production of ground meat product 

would provide many benefits to the manufacturer, retailer, 
and consumer. However, an exact weight product is not 
capable of being realized at the current time due to in- 
consistency of the product, speed of production and limi- 
tations of the current equipment and processes. Currently, 
when an exact weight product is requested, the product 
needs to be at least the target weight or greater and is 
packaged as to indicate that the product is exactly the 
target weight. Any overage from the target weight is given 
to the customer at no additional charge, which results in a 
very significant expense. Consequently, target weight 
packaging is currently a very impractical and costly pro- 
cess. 

[0003] The present invention is directed to overcoming one or 
more of the problems set forth above. 
Summary of Invention 

[0004] | n another aspect of the present invention, a system for 
producing portions of ground meat having a predeter- 
mined target weight is disclosed. This system includes a 
pump assembly that is capable of extruding a stream of 
ground meat, a conveyor that is capable of transporting 



the stream of ground meat from the pump assembly, a 
portioning mechanism that is capable of separating the 
stream of ground meat into a plurality of portions, a 
weighing mechanism that is capable of weighing each 
portion of the plurality of portions, and at least one filling 
mechanism that provides an additional amount of ground 
meat to each portion of the plurality of portions so that 
each portion of the plurality of portions can substantially 
attain the predetermined target weight. 

[0005] | n one aspect of the invention, a process for producing 
portions of ground meat having a predetermined target 
weight is disclosed. This process includes extruding a 
stream of ground meat with a pump assembly, transport- 
ing the stream of ground meat from the pump assembly 
with a conveyor, separating the stream of ground meat 
into a plurality of portions with a portioning mechanism, 
weighing each portion of the plurality of portions with a 
weighing mechanism, and providing an additional amount 
of ground meat to each portion of the plurality of portions 
with at least one filling mechanism so that each portion of 
the plurality of portions can substantially attain the pre- 
determined target weight. 

[0006] These are merely some of the innumerable aspects of the 



present invention and should not be deemed an all- 
inclusive listing of the innumerable aspects associated 
with the present invention. These and other aspects will 
become apparent to those skilled in the art in light of the 
following disclosure and accompanying drawings. 
Brief Description of Drawings 

[0007] For a better understanding of the present invention, refer- 
ence may be made to the accompanying drawings in 
which: 

[0008] FIG. 1 is a perspective view of a line for a production of 
exact weight, ground meat products in accordance with 
the present invention; 

[0009] FIG. 2 is a rear perspective view of a pump assembly in 
accordance with the present invention; 

[0010] FIG. 3 is a front perspective view of the pump assembly, 
as shown in FIG. 2, in accordance with the present inven- 
tion; 

[0011] FIG. 3A is an isolated perspective view of rotor and asso- 
ciated drive assembly in accordance with the present in- 
vention; 

[0012] FIG. 4 is a cross-sectional view of the vacuum pump as- 
sembly, as shown in FIGS. 2 and 3, in accordance with the 
present invention; 



[0013] FIG. 5 is a perspective view of an extrusion grinder and 
guillotine knife in accordance with the present invention; 

[0014] FIG. 6 is a perspective view of a container, e.g., tray, dis- 
penser and denester in accordance with the present in- 
vention; 

[0015] FIG. 7 is a perspective view of an inline scale in accor- 
dance with the present invention; 
[0016] FIG. 8 is a perspective view of a filling mechanism, with 

electronic control mechanisms removed, in accordance 

with the present invention; 
[0017] FIG. 9 is a perspective view of a filling mechanism, as 

shown in FIG. 8, with the addition of electronic control 

mechanisms, in accordance with the present invention; 
[0018] FIG. 10 is a perspective view of an individual filling device 

associated with the filling mechanism in accordance with 

the present invention; 
[0019] FIG. 11 is an exploded view of the individual filling device, 

as shown in FIG. 10, associated with the filling mechanism 

in accordance with the present invention; 
[0020] FIG. 12 is a perspective view of a supply press assembly 

associated with the filling mechanism in accordance with 

the present invention; 
[0021] FIG. 13 is an exploded view of the supply press assembly, 



as shown in FIG. 12, associated with the filling mechanism 
in accordance with the present invention; 
[0022] FIG. 14 is an isolated view of a main chamber associated 
with the filling mechanism in accordance with the present 
invention; 

[0023] FIG. 15 is a perspective view of a secondary press assem- 
bly associated with the filling mechanism in accordance 
with the present invention; 

[0024] FIG. 16 is an exploded view of the secondary press as- 
sembly, as shown in FIG. 15, associated with the filling 
mechanism in accordance with the present invention; 

[0025] FIG. 17 is a cross-sectional view of a gating mechanism 
associated with the filling mechanism in accordance with 
the present invention; 

[0026] FIG. 18 is a perspective view of a gating mechanism asso- 
ciated with the filling mechanism in accordance with the 
present invention; 

[0027] FIG. 19 is an exploded view of the gating mechanism, as 
shown in FIG. 18, associated with the filling mechanism in 
accordance with the present invention; and 

[0028] FIG. 20 is a perspective view of a container, e.g., tray, 

sealing mechanism in accordance with the present inven- 
tion. 



Detailed Description 



[0029] | n the following detailed description, numerous specific 

details are set forth in order to provide a thorough under- 
standing of the invention. However, it will be understood 
by those skilled in the art that the present invention may 
be practiced without these specific details. In other in- 
stances, well-known methods, procedures and compart- 
ments have not been described in detail so as to obscure 
the present invention. 

[0030] Referring now to FIG. 1, an illustrative, but nonlimiting, a 
production line for the processing of exact weight, ground 
meat products of the present invention is generally indi- 
cated by numeral 10. The first part of the process includes 
a pump assembly that is generally indicated by numeral 
12. The pump assembly 12 is for the purpose of creating 
a constant stream of ground meat product. 

[0031] Referring now to FIG. 2, the pump assembly 12 includes a 
hopper assembly 14 for receiving ground meat. There is a 
mirror 16 that allows the operator to determine how much 
ground meat is present in the hopper assembly 14. The 
hopper assembly 14 is operatively attached to a main dis- 
placement assembly 18. There is a feed tube 22 where 
ground meat is displaced from the pump assembly 12. 



The main displacement assembly 18 includes a cover 20. 
There is a loader rail 26 that is capable of being raised by 
a lift arm 24 to deposit a container of ground meat (not 
shown) into the hopper assembly 14. 
[0032] Referring now to FIG. 3, the main displacement assembly 
18 includes an electronic control 28 and a vacuum pump 
30. The electronic control can include a single processor 
or a whole series of processors and any variant of a pro- 
cessor such as a computer or a programmable logic con- 
troller. There is a drive mechanism, e.g., motor, 48 that is 
operatively connected to a location monitoring mechanism 
44. The drive mechanism, e.g., motor, 48 and the location 
monitoring mechanism 44 are preferably, but not neces- 
sarily, rotary-type devices. A wide variety of electrical de- 
vices may suffice for the location monitoring mechanism 
44; such as but not limited to encoders (preferred) as well 
as resolvers. The encoders or resolvers can utilize optical, 
mechanical, or magnetic indexing for angular measure- 
ment. This can include rotary encoders (both absolute and 
incremental), linear encoders, and rotary and angular po- 
sition sensors. Other devices that may be adapted can in- 
clude rotary position sensors such as potentiometers 
(variable resistors) and a wide variety of noncontact mag- 



netic and capacitive technologies. 

[0033] | n an illustrative, but nonlimiting example, the drive 

mechanism, e.g., motor, 202 for the meat pump rotor, as 
shown in FIG. 3A, is a hydraulic motor operated by oil (not 
shown). There is a ground meat pump rotor 204 opera- 
tively connected to this drive mechanism, e.g., motor, 48 
that turns a plurality of vanes 208, e.g., six (6) vanes, us- 
ing a positive displacement method to force ground meat 
out the feed tube 22, as shown in FIG. 2. The plurality of 
vanes 208 is located in corresponding relationship within 
a plurality of slots 212 located in the ground meat pump 
rotor 204. Therefore, this pump assembly 12 provides a 
constant stream of ground meat. This constant stream of 
ground meat is provided by pulling ground product from 
the hopper assembly 14 into the plurality of vanes 208 by 
suction from the vacuum pump 30 and then turning the 
plurality of vanes 208 forcing ground meat into the feed 
tube 22. The plurality of vanes 208 is preferably, but not 
necessarily, made of plastic material. 

[0034] There is an upper plate 210 to secure the plurality of 
vanes 208 to the ground meat pump rotor 204. The 
ground meat is drawn into an assembly 200 of the ground 
meat pump rotor 204 and the plurality of vanes 208 from 



the hopper assembly 14, as shown in FIGS. 2 and 3. The 
speed of the drive mechanism, e.g., motor, 202 is moni- 
tored via the location monitoring mechanism 44. 

[0035] This vacuum is preferably created by the vacuum pump 
30, as shown in FIGS. 3 and 4, and is provided to the as- 
sembly 200 that includes the ground meat pump rotor 
204 and the plurality of vanes 208 via an exhaust valve 
40. The vacuum pump 30 includes a fluid, e.g., oil, sepa- 
rator 32 with a sight glass 34 for observing the level of 
the fluid, e.g., oil. Also, there is a first plug 36 and a sec- 
ond plug 38 for the fluid, e.g., oil, associated with the 
vacuum pump 30. The hopper assembly 14, as shown in 
FIG. 3, is positioned on top of an inlet flange 42, as shown 
in FIG. 4. The vacuum pump 30 includes a rotor 45 and a 
plurality of vanes 46, which are positioned between the 
exhaust valve 40 and the vacuum pump inlet flange 42. 

[0036] An illustrative, but nonlimiting, example of a pump as- 
sembly 12 includes a continuous vacuum filler designated 
by "RS 5001™" manufactured by Risco S.P.A. having a 
place of business at Via della Statistica, 2 - 36016 Thiene, 
Vicenza, Italy. 

[0037] The rotary displacement and location of the drive mecha- 
nism, e.g., motor, 48 is monitored by the location moni- 



toring mechanism 44 through the electronic control 28. 
This information is utilized to control the speed of a con- 
veyer 50, as shown in FIG. 1, so the amount of supplied 
ground meat product can be controlled and predicted us- 
ing closed loop feedback. Preferably, but not necessarily, 
this closed loop feedback utilizes proportional feedback. 
[0038] The conveyor 50 is preferably, but not necessarily, in the 
form of a cogged timing belt conveyor that operates as a 
portioner belt. The conveyor 50 is preferably driven by 
motor (not shown) that rotates in controlled speed and 
monitored distance. This preferably includes a servo mo- 
tor; however, stepper motors and other controllable mo- 
tors will suffice. 

[0039] After the ground meat leaves the feed tube 22, the ground 
meat enters a portioning mechanism 51 that preferably, 
but not necessarily, includes an extrusion grinder 52 and 
a guillotine knife 54 as shown in FIG. 1 and FIG. 5. The 
extrusion grinder 52 can shape and form the moving 
ground meat into a consistent shape. Preferably, but not 
necessarily, the extrusion grinder 52 is controlled to func- 
tion at a consistent, predetermined speed. 

[0040] The extrusion grinder 52 utilizes a turning knife 56 and a 
perforated plate 58 to produce a stream of noodle- 



shaped, discrete, ground meat products, as shown in FIG. 
5. The guillotine knife 54 is pneumatically powered and 
electronically controlled to cut the moving ground meat 
into predetermined lengths of ground meat product. 
[0041] The stream of ground meat will be sliced into exact length 
loaves through the use of the guillotine knife 54. The 
guillotine knife 54 will utilize the measurement of the 
stream of product from the conveyor 50 to insure actua- 
tion when a predetermined length of ground meat has 
streamed past. When this predetermined length of ground 
meat has past the guillotine knife 54, the guillotine knife 
54 will drop to form a discrete loaf of ground meat prod- 
uct. 

[0042] Preferably, but not necessarily, the extrusion grinder 52 
can be combined with the guillotine knife 54. Illustrative, 
but nonlimiting, examples include those designated by 
"RS 900™", "RS 901™" and "RS 902™" which are all manu- 
factured by Risco S.P.A. having a place of business at Via 
della Statistica, 2 - 36016 Thiene, Vicenza, Italy. 

[0043] An array of noodle shaped streams of ground meat prod- 
uct then travel down the conveyor 50. The speed of the 
conveyer 50 will dictate the density of the ground meat 
product. In one extreme situation, when the conveyor 50 



is either not moving or moving too slow, the ground meat 
product will collect and eventually create a clog that shuts 
down the system. In the other extreme situation, with the 
conveyor 50 moving too fast, the ground meat product 
can be ripped apart and scattered. The conveyor 50 
preferably has a controlled rotation, e.g., servo-con- 
trolled, and will be able to provide a predetermined den- 
sity for the stream of ground meat product. 

[0044] The electronic control 28, as shown in FIG. 3, will make 
two adjustments to the speed of the conveyor 50. The 
first is to adjust the speed of the conveyor 50. The dis- 
tance that the location monitoring mechanism 44 moves 
over a predetermined time increment can be divided by 
the constant distance. This will create a multiplier. This 
multiplier will then multiply by the base speed to create a 
final speed of the conveyor 50 that is sensitive to the 
ground meat output for the pump assembly 12. 

[0045] The cut loaves of ground meat will enter a container, e.g., 
tray, dispenser 60 as shown in FIGS. 1 and 6. The cut 
loaves of ground meat will then pull away from the stream 
of ground meat product through the use of a slightly 
faster belt associated with an accelerated portion 64 of 
the conveyor 50. An illustrative, but nonlimiting, mecha- 



nism to create a faster portion of a conveyor 50 is by a 
separate endless belt that is moving at a faster, rotational 
speed. The container dispenser 60 preferably, but not 
necessarily, includes an automatic denester function for 
the containers, e.g., trays. The gap that is created be- 
tween the loaves of ground meat is utilized when drop- 
ping the ground meat product into an empty container, 
e.g., tray. 

[0046] As shown in FIG. 6, there is an accelerated portion 64 of 
the conveyor 50 that transports the loaves ground meat 
over the container dispenser 60. There is a drop belt (not 
shown) which declines to a horizontal level that comports 
with that of a container, e.g., tray, provided by the con- 
tainer dispenser 60. Then, the loaf of ground meat will 
drop into a container, e.g., tray, which is subject to a con- 
trolled release at the point where the loaf of ground meat 
is dropped on a container, e.g., tray, transporting portion 
66 of the conveyor 50. 

[0047] An illustrative, but nonlimiting, example of a container 
dispenser 60, is a first portion of a Model CVS/VG.l S 
300x700xl00™and/or a Model # CVS/VG.l S 
500x700xl00™manufactured by Harpak, Inc. having a 
place of business at 117 Eastman Street, Easton, Mas- 



sachusetts 02375. 

[0048] The ground meat product located within a container, e.g., 
tray, is then run across a weighing mechanism, e.g., an 
inline scale, 62 as shown in FIGS. 1 and 7. The inline scale 
62 weighs the ground meat product located within a con- 
tainer, e.g., tray, to a predetermined precision. The inline 
scale 62 will then send weight data to the controls for the 
conveyor 50. The inline scale 62 provides a check weight. 
An illustrative, but nonlimiting, example of an inline scale 
includes A.P. Data Weigh Model Number 
SR11-65K-2CE1-SSX™, which is manufactured by A.P. 
Dataweigh Systems, having a place of business at 325-D 
Sharon Industrial Way, Suwanee, Georgia 30024. 

[0049] As shown in FIG. 1, the second adjustment to the speed of 
the conveyor 50 is a base speed calculation. A starting 
point is inputted into the electronic control 28 that is uti- 
lized to provide an initial base speed. This base speed will 
then be adjusted according to output from the inline scale 
62. If the inline scale 62 provides an output that is over 
the target weight of a sample, the variation between the 
actual weight and the target weight will dictate a linear 
adjustment in the speed of the conveyor 50. To decrease 
the density of the ground meat product, there will be a 



need to accelerate the conveyor 50. In the same manner, 
if the inline scale 62 provides an output that is under the 
target weight of a sample, the variation between the ac- 
tual weight and the target weight will also dictate a linear 
adjustment in the speed of the conveyor 50. To increase 
the density of the ground meat product, there will be a 
need to decelerate the conveyor 50. Due to the speed of 
the conveyor 50, both measured actual weights and target 
weights are preferably, but not necessarily, averaged val- 
ues. 

[0050] As shown in FIGS. 1, 8 and 9, the containers, e.g., trays, 
will then proceed to a filling mechanism 68. The filling 
mechanism 68 includes at least one filling device where a 
plurality of filling devices is preferred and the optimal 
number of filling devices being two (2). The filling mecha- 
nism 68, depicted in FIGS. 10 and 11 includes a first filling 
device 72 and a second filling device 74. The first filling 
device 72 and a second filling device 74 are preferably 
mounted over a filling conveyor 76, which is mounted to a 
frame 78. 

[0051] Preferably, the first filling device 72 and the second filling 
device 74 operate in alternating sequence so that when 
the first filling device 72 is being replenished with ground 



meat, the second filling device 74 can be operating to add 
ground meat to a container, e.g., tray, of ground meat. 
Moreover, when the second filling device 74 is being re- 
plenished with ground meat, the first filling device 72 can 
be operating to add ground meat to a container, e.g., tray, 
of ground meat. This alternating refilling/operation cycle 
will allow for continuous use of the filling mechanism 68. 
[0052] As shown in FIG. 9, mounted to the frame 78 is at least 
one control mechanism for the filling mechanism 68 that 
is generally indicated by numeral 80 and preferably, but 
not necessarily, includes a first control mechanism 82, a 
second control mechanism 84 and a third control mecha- 
nism 86. 

[0053] as shown in FIGS. 8 and 9, the first filling device 72 is re- 
movably mounted to a back side of the frame 78 through 
the use of a first mounting holster 88 and the second fill- 
ing device 74 is removedly mounted to a back side of the 
frame 78 through the use of a second mounting holster 
90. The first mounting holster 88 and the second mount- 
ing holster 90, respectively, provide for easy removal and 
cleaning of the first filling device 72 and the second filling 
device 74, respectively. Mounted to each side of the filling 
conveyor 76 is a first guide rail 92 and a second guide rail 



94, which both serve to position the container, e.g., tray, 
underneath the filling mechanism 68. 

[0054] Referring now to FIGS. 10 and 11, an individual filling de- 
vice 72 is illustrated as being representative of both the 
first filling device 72 and the second filling device 74, re- 
spectively. There is a supply press 96 that includes a first 
cylinder, e.g., an air cylinder, 110, as shown in FIGS. 12 
and 13, that presses ground meat product into a main 
chamber 98. When the supply press 96 has pushed 
ground meat product down into the main chamber 98, a 
secondary press 100 pushes the ground meat product 
down into a gating mechanism 102. 

[0055] preferably, but not necessarily, the gating mechanism 102 
is threadedly attached to a bottom portion of the main 
chamber 98 and the secondary press 100 is threadedly 
attached to a top portion of the main chamber 98. The 
pressure created by the secondary press 100 forces the 
ground meat product out of an orifice 104 in the gating 
mechanism 102 in the shape of a noodle. 

[0056] Referring now to FIGS. 12 and 13, the supply press 96 

preferably includes a supply cavity 106, a push plate 108 
and the first cylinder, e.g., an air cylinder, 110. A piston 
111 for the first cylinder, e.g., an air cylinder, 110 forces 



the push plate 108 through the supply cavity 106. This 
action forces the ground meat into the main chamber 98, 
as shown in FIGS. 10 and 11. An illustrative, but nonlimit- 
ing, example of a first cylinder, e.g., an air cylinder, 110 
includes CFPM10000A™ manufactured by Numatics Incor- 
porated having a place of business at 1450 North Milford 
Road; Highland, Michigan, 48357-4560; United States of 
America. 

[0057] Referring now to FIG. 14, the main chamber is again indi- 
cated by numeral 98. The function of the main chamber 
98 is to accept ground meat product from the supply 
press 96 and house it for pressurization. A lower mount- 
ing 112 to attach the main chamber 98 to the gating 
mechanism 102 is preferably, but not necessarily, a 
threaded interconnection. An upper mounting 114 to at- 
tach the main chamber 98 to the secondary press 100 is 
preferably, but not necessarily, a threaded interconnec- 
tion. There is a supply cavity inlet 116 that provides an 
opening for the supply cavity 106, as shown in FIG. 12. 
The main chamber 98 includes an upper portion 118 
where the piston 111 can be displaced therethrough. 
Moreover, the main chamber 98 includes a lower portion 
120 that operates as a pressure chamber for the main 



chamber 98. 

[0058] Referring now to FIGS. 15 and 16, the secondary press is 
again indicated by numeral 100. The secondary press 100 
includes a second cylinder, e.g., an air cylinder, 122 that 
is attached to a holding cap 124. The holding cap 124 can 
be of virtually any geometric shape with the preferred 
shape being cylindrical. Attachment can occur between 
the second cylinder, e.g., an air cylinder, 122 and the 
holding cap 124 through a variety of mechanisms and 
preferably through interconnected threaded portions 126 
and 128, respectively, to hold the second cylinder, e.g., an 
air cylinder, 122 in place. 

[0059] There is a piston 130 that is connected to the second 
cylinder 122. This preferably occurs via interconnected 
threaded portions 152 and 154, respectively. The second 
cylinder, e.g., an air cylinder, 122 is then able force the 
piston 130 into the main chamber 98 to pressurize the 
ground meat product and force it down and out of the 
outlet 104 for the gating mechanism 102, as shown in 
FIGS. 10 and 11. An illustrative, but nonlimiting, example 
of second cylinder, e.g., an air cylinder, 122 includes 
3000D02-12A-03™manufactured by Numatics Incorpo- 
rated having a place of business at 1450 North Milford 



Road; Highland, Michigan, 48357-4560; United States of 
America. 

[0060] Referring now to FIGS. 17, 18 and 19, the gating mecha- 
nism 102 includes an inlet 160 that is capable of receiving 
ground meat from the main chamber 98. There is a third 
cylinder, e.g., an air cylinder, 132 that is connected to the 
gating mechanism 102 through a first orifice 134. There 
is a rod 131 for the third cylinder, e.g., an air cylinder, 
132 that is capable of selectively blocking the first orifice 
134, as shown in FIG. 17. The first orifice 134 is con- 
nected in fluid relationship to the inlet 160 and the outlet 
104. There are a wide variety of geometric shapes that 
may suffice for the first orifice 134. The first orifice 134 is 
preferably, but not necessarily, in the shape of first cylin- 
drical portion 140 having a larger diameter than a second 
cylindrical portion 142. Also, there are a wide variety of 
geometric shapes that may suffice for the outlet 104. 
Preferably, but not necessarily, the outlet 104 includes a 
cylindrical portion 144 that is connected to an inverted 
conical portion 146, thereby functioning as a funnel-type 
of device. The point where the inlet 160, the first orifice 
134 and the outlet 104 intersect is indicated by numeral 
145. 



[0061] The rod 131 of the third cylinder, e.g., an air cylinder, 132 
enters the first orifice 134 into both the first cylindrical 
portion 140 and the second cylindrical portion 142 to 
block the inlet 160 from the outlet 104 at the intersection 
145 to prevent ground meat from exiting the gating 
mechanism 102 and leaving the inlet 160. By retracting 
the rod 131 of the third cylinder, e.g., an air cylinder, 132 
from the first orifice 134, including both the first cylindri- 
cal portion 140 and the second cylindrical portion 142, 
the gating mechanism 102 is able to allow ground meat to 
enter the inlet 160 from the main chamber 98 and exit the 
outlet 104. By controlling the amount of time that the 
outlet orifice 104 is open in correspondence with input 
from the inline scale 62 allows for a controlled fill of 
ground meat to each container to provide an additional fill 
of ground meat. This additional fill of ground meat is to 
achieve what is substantially an exact weight for each 
container, e.g., tray, of ground meat product. 

[0062] The third cylinder, e.g., an air cylinder, 132 is electrically 
controlled by the at least one control mechanism for the 
filling mechanism 68, e.g., first control mechanism 82, 
second control mechanism 84 and third control mecha- 
nism 86 for selectively moving the piston in and out of the 



gating mechanism 102. An illustrative, but nonlimiting, 
example of third cylinder, e.g., an air cylinder, 132 in- 
cludes CFPM10000B™ manufactured by Numatics Incor- 
porated having a place of business at 1450 North Milford 
Road; Highland, Michigan, 48357-4560; United States of 
America. The cylinders 110, 122 and 132 are preferably 
air but can be activated by a wide variety of fluids as well 
as electro-mechanical and mechanical activation. 
[0063] After the filling process is complete, the container, e.g., 
tray, of ground meat having a substantially exact prede- 
termined weight is passed into a container sealing mecha- 
nism 70, as shown in FIGS. 1 and 20. A typical container- 
sealing mechanism is able to apply a material, typically 
thermoplastic material, to seal the top of the container, 
e.g., tray, to prevent contamination of the ground meat. 
Sealing can occur under a vacuum, with a gas flush, and 
so forth. This is to allow the ground meat product to 
maintain freshness for as long as possible. An illustrative, 
but nonlimiting, example of a container sealing mecha- 
nism 70, is the second portion of a Model CVS/VG.l S 
300x700x100™ and/or a Model # CVS/VG.l S 
500x700xl00™manufactured by Harpak, Inc. having a 
place of business at 117 Eastman Street, Easton, Mas- 



sachusetts 02375. 
[0064] Although the preferred embodiment of the present inven- 
tion and the method of using the same has been de- 
scribed in the foregoing specification with considerable 
details, it is to be understood that modifications may be 
made to the invention which do not exceed the scope of 
the appended claims and modified forms of the present 
invention done by others skilled in the art to which the in- 
vention pertains will be considered infringements of this 
invention when those modified forms fall within the 
claimed scope of this invention. 



